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(57) In a papermaking belt, prevented from cracking 
and inhibited from growth of a crack, comprising a rein- 
forcing substrate (6) embedded in a thermosetting poly- 
urethane layer (7) so that the said reinforcing substrate 
(6) and the said thermosetting polyurethane layer (7) are 
integrated with each other and the outer peripheral sur- 
face and the inner peripheral surface of the belt are 
formed by polyurethane layers, the polyurethane layer 
forming the outer peripheral surface is made of a com- 
position containing a urethane prepolymer having iso- 
cyanate groups on ends and a hardener containing 
dimethylthiotoluenediamine. 
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Description 

Technical Field 

[0001 J The present invention relates to a papermakingbelt. More specifically, it relates to an improvement of poly- 
urethane in a papermaking belt formed by integrating a reinforcing substrate and a thermosetting polyurethane layer 
with each other. It also relates to an improvement in a method of manufacturing a papermaking belt formed by integrating 
a reinforcing substrate and a thermosetting polyurethane layer with each other. In particular, the present invention is 
used for a shoe pressing belt, a calender belt and a sheet transfer belt used for the paper industry. 

Background Art 



[0002] In recent years, the so-called shoe pressing dehydrating a wet web by pressing one surface of the wet web 
placed on a felt member traveling at a high speed with a press roll while pressurizing the other surface with a pressure 
shoe through an endless belt is widely used in a press part of a papermaking step, in order to improve the dehydration 
effect for the wet web. In the shoe pressing, a belt endlessly formed by integrating a reinforcing substrate and a ther- 
mosetting polyurethane layer is employed in general. Also in a calender step of smoothing and glossing the surface 
of paper, employment of the aforementioned elastic belt Is recently studied. In addition, employment of the aforemen- 
tioned elastic belt is studied also as to a sheet transfer belt for preventing a web break and stably transporting a wet 
web particularly when performing papermaking at a high speed. Japanese Utility Model Laying-Open No. 59-54598, 
Japanese Patent No. 28B9341, Japanese Patent No. 3045975 or the like discloses a typical structure of such a pa- 
permaking belt prepared by covering both surfaces of a fabric base with an elastic material. Japanese Patent No. 
"2542250 or the like discloses an other typical structure prepared by embedding reinforcing yarns in an elastic material. 
[0003] As an elastic material for the papermaking belt, thermosetting polyurethane prepared by mixing a urethane 
prepolymer and a hardener with each other and hardening the mixture is generally used as disclosed in Japanese 
Patent No. 2889341, Japanese Patent Laying-Open No. 6-287885, Japanese Patent No. 3045975, Japanese Patent 
No. 3053374, Japanese Patent Laying-Open No. 11-247086 or the like, and 4,4 , -methylene-bis-(2-chloroaniline) (here- 
inafter referred to as "MOCA") is employed as the hardener in thermosetting polyurethane used for the papermaking 
belt. 

30 [0004] Generally in the shoe pressing, severe bending and pressing are repeated on the belt between the press roll 
and the pressure shoe, and hence a polyurethane layer forming the belt is disadvantage© us ly cracked. This cracking 
is mainly caused on the outer peripheral surface of the belt coming into contact with the felt member or paper. While 
grooves are generally formed on the outer peripheral surface of a belt for a dehydrating press used in the press part 
for improving the dehydrating efficiency, the said cracking is readily caused on the bottom edges and the top edges of 

35 these grooves in particular. A crack once caused tends to grow into a larger crack as the belt is used. In this case, 
lubricating oil stored between the inner peripheral surface of the belt and the pressure shoe externally leaks to exert 
bad influence on the paper or causes delamination of the belt. Thus, occurrence and growth of the crack cause reduction 
of the life of the belt. Therefore, suppression of occurrence and growth of cracks is strongly demanded in relation to a 
papermaking belt employed for shoe pressing or the like. Further, delamination may result from weak adhesion between 

40 the fabric base and the polyurethane layer, and prevention of such delamination of the fabric base and the polyurethane 
layer is strongly demanded. 

Disclosure of the Invention 



[0005] The present invention solves the aforementioned problems, and an object thereof is to provide a papermaking 
belt, formed by integrating a reinforcing substrate and a thermosetting polyurethane layer with each other, capable of 
preventing cracking. Another object of the present invention is to provide a papermaking belt, formed by integrating a 
reinforcing substrate and a thermosetting polyurethane layer with each other, capable of suppressing growth of a crack 
even if the crack is caused on the papermaking belt. Still another object of the present invention Is to provide a paper- 
making belt, formed by integrating a reinforcing substrate and a thermosetting polyurethane layer with each other, 
capable of suppressing delamination between the reinforcing substrate and the polyurethane layer. A further object of 
the present invention is to provide a method of manufacturing the aforementioned papermaking belt. 
[0006] The papermaking belt according to the present invention is a papermaking belt comprising a reinforcing sub- 
strate embedded in a thermosetting polyurethane layer and having an outer peripheral surface and an Inner peripheral 
surface formed by the said polyurethane layer, while a polyurethane layer forming the outer peripheral surface is made 
of a composition containing a urethane prepolymer having isocyanate groups on ends and a hardener containing 
dimethylthiotoluenediamine. 

[0007] In the papermaking belt according to the present invention, the said urethane prepolymer and the said hard- 
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ener are mixed with each other in a ratio setting the value of the equivalent ratio (H/NCO) between active hydrogen 
groups (H) of the said hardener containing dimethylthiotoluenediamine and the isocyanate groups (NCO) of the said 
urethane prepolymerto 1 < H/NCO < 1.15. 

[0008] The papermaking belt according to the present invention is a papermaking belt comprising a reinforcing sub- 
strate embedded in a thermosetting polyurethane layer and having an outer peripheral surface and an inner peripheral 
surface formed by the said polyurethane layer, while a polyurethane layer forming the outer peripheral surface is made 
of a composition containing a urethane prepoiymer having isocyanate groups on ends and a hardener having active 
hydrogen groups on ends, and the said urethane prepoiymer and the said hardener are mixed with each other in a 
ratio setting the value of the equivalent ratio (H/NCO) between the active hydrogen groups (H) of the said hardener 
and the isocyanate groups (NCO) of the said urethane prepolymerto 1 < H/NCO < 1.15. In the present invention, the 
equivalent ratio is a stoichiometric equivalent ratio. 

[0009] The papermaking belt according to the present invention is a papermaking belt comprising a reinforcing sub- 
strate embedded In a thermosetting polyurethane layer with the said polyurethane layer including an inner polyurethane 
layer and an outer polyurethane layer adhering to the outer peripheral surface of this inner polyurethane layer, while 
each of the said inner polyurethane layer and the said outer polyurethane layer is made of a composition containing 
a urethane prepoiymer having isocyanate groups on ends and a hardener having active hydrogen groups on ends, the 
composition forming the said inner polyurethane layer is prepared by mixing the urethane prepoiymer and the hardener 
with each other in a ratio setting the equivalent ratio (H/NCO) between the active hydrogen groups (H) of the hardener 
and the isocyanate groups (NCO) of the urethane prepoiymer to 0.85 ^ H/NCO < 1 , and the composition forming the 
said outer polyurethane layer is prepared by mixing the urethane prepoiymer and the hardener with each other in a 
ratio setting the value of the said equivalent ratio (H/NCO) to 1 < H/NCO < 1 .15. 

[0010] In the papermaking belt according to the present invention, the adhesive surface between the said inner 
polyurethane layer and the said outer polyurethane layer is present in the said reinforcing substrate, the urethane 
prepoiymer forming the said inner polyurethane layer contains a urethane prepoiymer obtained by reacting polyol and 
diphenylmethane diisocyanate (MDI) with each other, and the urethane prepoiymer forming the said outer polyurethane 
layer contains a urethane prepoiymer obtained by reacting polyol and tolylene diisocyanate (TDI) with each other. 
[001 1 ] In the papermaking belt according to the present invention, at least 50 wt% of the hardener forming the said 
inner polyurethane layer is preferably polyol. 

[0012] In the papermaking belt according to the present invention, the said reinforcing substrate preferably contains 
multi-woven fabric. 

[0013] In the papermaking belt according to the present invention, the said outer polyurethane layer adheres to the 
outer peripheral surface of the said inner polyurethane layen forms the outer peripheral surface of the papermaking 
belt, and is made of a composition containing a urethane prepoiymer having isocyanate groups on ends and a hardener 
containing dimethylthiotoluenediamine. 

[001 4] In the papermaking beit according to the present invention, the said thermosetting polyurethane layer includes 
an inner polyurethane layer, an outer polyurethane layer adhering to the outer peripheral surface of this inner poly- 
urethane layer and a polyurethane layer located on the outer side of this outer polyurethane layer for forming the outer 
peripheral surface of the papermaking belt, and the said polyurethane layer forming the outer peripheral surface is 
made of a composition containing a urethane prepoiymer having isocyanate groups on ends and a hardener containing 
dimethylthiotoluenediamine. 

[0015] In the papermaking belt according to the present invention, the composition of the said polyurethane layer 
forming the outer peripheral surface is preferably prepared by mixing the said urethane prepoiymer and the said hard- 
ener with each other in a ratio setting the value of the equivalent ratio (H/NCO) between the active hydrogen groups 
(H) of the said hardener and the isocyanate groups (NCO) of the said urethane prepoiymer to 1 < H/NCO < 1 .15. 
[0016] In the papermaking belt according to the present invention, the said polyurethane layer is preferably hardened 
at a temperature of 120°C to 140°C. 

[0017] In another papermaking belt according to the present invention, grooves are formed on the outer peripheral 
surface thereof. 

[0018] The method of manufacturing a papermaking belt according to the present invention is a method of manu- 
facturing a papermaking belt including an inner polyurethane layer and an outer polyurethane layer adhering to the 
outer peripheral surface of this inner polyurethane layer by embedding a reinforcing substrate in a thermosetting poly- 
urethane layer thereby integrating the said reinforcing substrate and the said thermosetting polyurethane layer with 
each other, including a first step of hardening a liquid mixture, containing a urethane prepoiymer having isocyanate 
groups on ends and a hardener having active hydrogen groups on ends, prepared by mixing the urethane prepoiymer 
and the hardener with each other in a ratio setting the value of the equivalent ratio (H/NCO) between the active hydrogen 
groups (H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymerto 0.85 ^ H/NCO < 1 at a 
temperature of 70°C to 1 00°C for forming the said inner polyurethane layer, a second step of applying a liquid mixture, 
containing a urethane prepoiymer having isocyanate groups on ends and a hardener having active hydrogen groups 
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on ends, prepared by mixing the urethane prepolymer and the hardener with each other in a ratio setting the value of 
the equivalent ratio (H/NCO) between the active hydrogen groups (H) of the hardener and the isocyanate groups (NCO) 
of the urethane prepolymer to 1 < H/NCO < 1 .15 onto the outer peripheral surface of the said inner polyurethane layer, 
and a third step of heating the whole to a temperature of 120°C to 140°C for hardening the liquid mixture applied onto 
the outer peripheral surface of the inner polyurethane layer and forming the outer polyurethane layer while bonding 
and integrating the inner polyurethane layer and the outer polyurethane layer to and with each other. 
[001 9] In another method of man ufacturing a papermaking belt according to the present invention , the said reinforcing 
substrate is impregnated with the said inner polyurethane layer from one surface side of the said reinforcing substrate 
to an intermediate portion of the thickness of the said reinforcing substrate, and the said reinforcing substrate is im- 
pregnated with the said outer polyurethane layer from the other surface side of the said reinforcing substrate to the 
position where the said reinforcing substrate is impregnated with the said inner polyurethane layer. 
[0020] In the method of manufacturing a papermaking belt according to the present invention, the said reinforcing 
substrate preferably contains multi-woven fabric. 

[0021 J Still another method of manufacturing a papermaking belt according to the present invention includes a step 
of winding the said reinforcing substrate on the outer peripheral surface of the said inner polyurethane layer before or 
after hardening the said inner polyurethane layer. 

Brief Description of the Drawings 

[0022] 

Fig, 1 is an explanatory diagram showing a shoe pressing apparatus. 

Fig. 2 is a local sectional view showing an exemplary papermaking belt according to the present invention. 
Fig. 3 is a local sectional view showing another exemplary papermaking belt according to the present invention. 
Fig. 4 is a local sectional view showing still another exemplary papermaking belt according to the present invention. 
Fig. 5 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 6 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 7 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 8 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 9 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 1 0 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 11 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 1 2 is a local sectional view showing a further exemplary papermaking belt according to the present invention. 
Fig. 13 is a local sectional view showing the structure of a fabric base used for Example of the present invention. 
Fig. 1 4 is a local sectional view showing the structure of a sample used for a comparative experiment of the present 
invention. 

Fig. 1 5 a diagram illustrating a test apparatus for crack resistance. 
Fig. 16 illustrates results of a crack resistance test. 

Best Modes for Carrying Out the Invention 

[0023] Fig. 1 shows an exemplary shoe pressing apparatus used for a press part of a papermaking step. Referring 
to Fig. 1 , a flexible cylindrical dehydrating press belt 2 is provided under a press roll 1 . A felt member 3 and a wet web 
4 are passed between the belt 2 and the press roll 1 . The outer peripheral surface of the belt 2 is in direct contact with 
the felt member 3. A pressure shoe 5 is pressed against the inner peripheral surface of the belt 2 toward the press roll. 
Lubricating oil is supplied between the pressure shoe 5 and the belt 2 for smoothly running the belt 2. The belt 2 travels 
while sliding on the pressure shoe 5 due to friction with the felt member 3. The pressure shoe 5 has a concave surface 
corresponding to the surface of the press roll 1. A pressurizing/dehydrating part P having a large width is formed 
between the press roll 1 and the pressure shoe 5. This pressurizing/dehydrating part dehydrates the wet web 4. 
[0024] Fig. 2 is a local sectional view showing an exemplary belt 2. This belt is an endless belt formed by integrating 
a fabric base 6 defining a reinforcing substrate and a thermosetting polyurethane layer 7 with each other. The fabric 
base 6 is made of organic fiber such as polyamide or polyester. The fabric base 6 is impregnated and covered with 
the polyurethane layer 7 consisting of a monolayer. The outer peripheral surface and the inner peripheral surface of 
the belt are formed by the polyurethane layer 7. 

[0025] In order to prepare the belt shown in Fig. 2, a relatively open weave endless fabric base 6 capable of passing 
liquid polyurethane is employed. A plain-woven fabric base having 1 0 to 100 meshes can be used as the open weave 
fabric base. The term "mesh" stands for the number of yarns per inch. A papermaking belt formed by integrating the 
fabric base 6 and the polyurethane layer 7 with each other so that the fabric base 6 is embedded in the polyurethane 
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layer 7 can be manufactured by arranging the said fabric base 6 on a mandrel while defining a clearance between the 
same and the mandrel and casting the polyurethane layer 7 from above. 

[0026] Fig. 3 shows an example employing reinforcing yams 8 and 9 as a reinforcing base substrate in place of the 
fabric base 6 of the belt shown in Fig. 2, . In the belt shown in Fig. 3, the reinforcing yarns 8 and 9 are embedded in a 

5 thermosetting polyurethane layer 7 consisting of a monolayer. The reinforcing substrate is formed by the yarns 8 in 
the belt traveling direction (hereinafter referred to as an "MD") and the yarns 9 in a direction (hereinafter referred to as 
a "CMD") perpendicular thereto. A number of yarns 8 in the MD and a number of yams 9 in the CMD are arranged 
substantially at regular Intervals. For example, polyamide, aromatic polyamide, polyester or the like can be used as 
the material for the yarns. The belt shown in Fig. 3 can be manufactured by stretching the yarns 8 and 9 in the circum- 

10 ferential direction and in the axial direction on a mandrel while defining a clearance between the same and the mandrel 
and casting the polyurethane layer 7 from above. In other words, It is possible to manufacture a papermaking belt 
formed by integrating the reinforcing substrate employing the reinforcing yarns 8 and 9 and the polyurethane layer 7 
with each other so that the reinforcing substrate employing the reinforcing yams 8 and 9 is embedded In the poly- 
urethane layer 7. 

is [0027] Each of Figs. 4 to 6 shows an example prepared by forming the polyurethane layer 7 of the belt shown in Fig. 

2 by two layers. 

[0028] Referring to Fig, 4, a fabric base 6 is embedded in a polyurethane layer 1 0 forming an inner peripheral surface 
and further covered with a polyurethane layer 11 forming an outer peripheral surface, to be integrated. In order to 
manufacture the belt shown in Fig. 4, the relatively open weave fabric base 6 is arranged on a mandrel while defining 

20 a clearance between the same and the mandrel and the polyurethane layer 10 is cast from above, after the method 
of fabricating the belt shown in Fig. 2. The polyurethane layer 1 0 is so cast from above as to form a polyurethane layer 
consisting of the fabric base 6 and the polyurethane layer 10 integrated with each other so that the fabric base 6 is 
embedded in the polyurethane layer 1 0, The belt can be manufactured by further coating this polyurethane layer with 
the polyurethane layer 11 forming the outer peripheral surface. 

25 [0029] The belt shown in Fig. 5 is manufactured by integrating a fabric base 6 and two polyurethane layers 12 and 
13 with each other by impregnating and covering both surfaces of the fabric base 6 with the polyurethane layers 12 
and 13, for obtaining a papermaking belt having the fabric base 6 embedded in the polyurethane layers 12 and 13. In 
order to manufacture this belt, the fabric base 6 turned inside out is coated with the polyurethane layer 12 forming an 
inner peripheral surface, the fabric base is then turned inside out, and coated with the polyurethane layer 13 forming 

30 an outer peripheral surface. In this case, the fabric base 6 serving as a reinforcing substrate is prepared from a fine 
weave material allowing no passage of liquid polyurethane. A multi-woven fabric base having permeability of 200 to 
20 cm 3 /cm 2 S can be used as the fine weave fabric base. 

[0030] As another manufacturing method, the polyurethane layer 1 2 forming the inner peripheral surface is molded 
on a mandrel and thereafter the fabric base 6 is wound on the surface and further coated with the polyurethane layer 
35 13 forming the outer peripheral surface, thereby obtaining a papermaking belt formed by integrating the fabric base 6 
and the polyurethane layers 1 2 and 13 with each other so that the fabric base 6 is embedded in the polyurethane layers 
12 and 13. 

[0031] Referring to Fig. 6, the lower portion of a polyurethane layer 15 forming an outer peripheral surface having a 
fabric base 6 embedded therein is covered with a polyurethane layer 14 forming an inner peripheral surface, to be 

40 integrated. In order to manufacture this belt, the polyurethane layer 1 5 forming the outer peripheral surface having the 
fabric base embedded therein is molded after the method of manufacturing the belt shown in Fig. 2, and the inner 
peripheral surface thereof is coated with the polyurethane layer 1 4 forming the inner peripheral surface later. As another 
method, the polyurethane layer 14 forming the inner peripheral surface is previously molded on a mandrel, and the 
polyurethane layer 15 forming the outer peripheral surface having the fabric base embedded therein Is molded thereon 

45 after the method of fabricating the belt shown in Fig. 2. 

[0032] Figs. 7 to 9 show examples, corresponding to the examples shown in Figs. 4 to 6 respectively, employing 
reinforcing yarns 8 and 9 as reinforcing substrates in place of the fabric base 6. 

[0033] In order to manufacture the belt shown in Fig. 7. a polyurethane layer 1 6 forming an inner peripheral surface 
having the reinforcing yarns 8 and 9 embedded therein may be molded after the method of manufacturing the belt 

50 shown in Fig. 3, to be coated with a polyurethane layer 17 forming an outer peripheral surface. 

[0034] In order to manufacture the belt shown in Fig. 8, a polyurethane layer 1 8 forming an inner peripheral surface 
may be molded on a mandrel for thereafter winding yarns 8 and 9 in the circumferential direction and in the axial 
direction on the surface and further coating the same with a polyurethane layer 1 9 forming an outer peripheral surface. 
[0035] In order to manufacture the belt shown in Fig. 9, a polyurethane layer 21 forming an outer peripheral surface 

55 having reinforcing yarns 8 and 9 embedded therein is molded after the method of manufacturing the belt shown in Fig. 

3 and the inner peripheral surface thereof is coated with a polyurethane layer 20 forming an inner peripheral surface 
later. As another method, the polyurethane layer 20 forming the inner peripheral surface is previously molded on a 
mandrel, for thereafter molding the polyurethane layer 21 forming the outer peripheral surface having the reinforcing 
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yarns 8 and 9 embedded therein after the method of manufacturing the belt shown in Fig. 3. 

[0036] The outer peripheral surface of each of the belts shown in Figs. 2 to 9 is formed by a polyurethane layer. The 
polyurethane layer 7, 11, 13, 15, 17, 19 or 21 forming the outer peripheral surface is made of a composition containing 
a urethane prepolymer having isocyanate groups (NCO) on ends and a hardener having active hydrogen groups (H) 
on ends. The urethane prepolymer is obtained by reacting polyol and a phenylene isocyanate derivative with each other. 
[0037] The polyol for obtaining the urethane prepolymer for the polyurethane layer 7, 11, 13, 15, 17, 19 or 21 forming 
the outer peripheral surface is selected from polyether polyol and polyester polyol. Polyethylene glycol (PEG), poly- 
propylene glycol (PPG), polytetramethylene glycol (PTMG) or the like can be listed as polyether polyol, for example. 
Polycaprolactone ester, polycarbonate, polyethylene adipate, polybutylene adipate, polyhexene adipate or the like can 
be listed as polyester polyol. These can be individually employed or at least two of these can be mixed or polymerized 
with each other, and a modified body of any of these can also be employed. 

[0038] Tolylene diisocyanate (TDI), diphenylmethane diisocyanate (MDI), m-xylene diisocyanate (m-XDI). naphtha- 
lene dlisocyanate (NDI) or the like can be listed as the phenylene Isocyanate derivative for obtaining the urethane 
prepolymer for the polyurethane layer 7, 11, 13, 15, 17, 19 or 21 forming the outer peripheral surface, for example. 
These can be individually empioyed or at least two of these can be mixed with each other. 

[0039] In general, a polyol, aromatic diol or aromatic diamine hardener is used as the hardener for the polyurethane 
layer 7, 11, 13, 15, 17, 19 or 21 forming the outer peripheral surface. It is possible to use polytetramethylene glycol 
(PTMG), polypropylene glycol (PPG) or the like as the polyol hardener. Hydroqrilnonedi(p-hydroxyethyl) ether (HQEE) 
or the like can be used as the aromatic diol hardener. 4,4'-methylene-bis-(2-chloroaniline) (MOCA), trimethylene-bis 
(4-aminobenzoate) (CUA-4), diethyltoluenediamine (DETDA), dimethylthiotoluenediamine (DMTDA) or the like can be 
used as the aromatic diamine hardener. As a characteristic of the present invention, it is preferable to use a hardener 
containing dimethylthiotoluenediamine, a kind of aromatic diamine hardener, among these. 3,5-dimethylthio-2,4-toIu- 
enediamlne expressed in the following formula 1 can be used as dimethylthiotoluenediamine: 

Formula 1 




[0040] S.S-dimethylthio^e-toluenediamine expressed in the following formula 2 can be used as dimethylthiotoluen- 
ediamine: 

Formula 2 




[0041] S^-dimethylthio^^-toluenediamine or 3,5-dimethylthio-2,6-toluenediamine can be employed individually or 
as a mixture. A mixture of 3,5-dimethylthio-2,4-toluenediamine and 3,5-dimethylthio-2,6-toluenediamine, put on the 
market as "ETHACURE 300" from ALBEMARLE Corporation, can be listed as a particularly preferable hardener. 
[0042] When the hardener for the polyurethane layer 7, 11, 13, 15, 17, 19 or 21 forming the outer peripheral surface 
contains the aforementioned dimethylthiotoluenediamine, one or two types of hardeners of polyol, aromatic diol, aro- 
matic diamine and the like may be mixed into the same. The content of the aforementioned dimethylthiotoluenediamine 
in the hardener for the polyurethane layer 7, 11 , 13, 15, 17, 19 or 21 forming the outer peripheral surface preferably 
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occupies at least 50 % of the number of active hydrogen groups (H) of the hardener. When the hardener for the poly- 
urethane layer 7, 11 , 13, 15, 17, 19 or 21 forming the outer peripheral surface contains dimethylthiotoluenediamine, 
the polyurethane layer 7, 11 , 13, 15, 17, 19 or 21 forming the outer peripheral surface of the belt can be inhibited from 
cracking. 

5 [0043] From another point of view, the urethane prepolymer and the hardener are mixed with each other in a ratio 
setting the value of the equivalent ratio (H/NCO) between the active hydrogen groups (H) of the hardener and the 
isocyanate groups (NCO) of the urethane prepolymer to 1 < H/NCO < 1,15 for the polyurethane layer 7, 11 , 13, 15, 
17, 1 9 or 21 forming the outer peripheral surface. Even if a small crack occurs on the polyurethane layer 7, 11 , 13, 15, 
17, 19 or 21 forming the outer peripheral surface of the belt, the crack can be suppressed from growing into a large 

10 crack due to this structure. In the polyurethane layer 7, 11 . 13, 15, 1 7, 19 or 21 forming the outer peripheral surface, 
the urethane prepolymer and the hardener can also be mixed with each other in a ratio setting the value of the equivalent 
ratio (H/NCO) to 1.01 ^ H/NCO ^ 1.14, so that, even if a small crack occurs, the crack can be more accurately 
suppressed from growing Into a large crack In this case. If the value of the equivalent ratio H/NCO In the polyurethane 
layer 7, 11, 13, 15, 17, 1 9 or 21 forming the outer peripheral surface is not more than 1 , a crack tends to grow into a 

is large crack. If the value of the equivalent ratio H/NCO in the polyurethane layer 7, 11 , 13, 15, 17, 19 or 21 forming the 
outer peripheral surface is in excess of 1 .15, on the other hand, the polyurethane layer is so fragile that a crack readily 
occurs. 

[0044] When a hardener containing dimethylthiotoluenediamine is used as the hardener for the polyurethane layer 
7, 11, 13, 15, 17, 19 or 21 forming the outer peripheral surface while the urethane prepolymer and the hardener are 

20 mixed with each other in a ratio setting the value of the equivalent ratio (H/NCO) between the active hydrogen groups 
(H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymer to 1 < H/NCO < 1 .15, the polyurethane 
layer 7, 11 , 13, 15, 17, 19 or 21 forming the outer peripheral surface of the belt can be inhibited from cracking, and 
even If a small crack occurs, this crack can be suppressed from growing into a large crack. The content of dimethyl- 
thiotoluenediamine in the hardener preferably occupies at least 50 % of the number of active hydrogen groups (H) in 

25 the hardener. The urethane prepolymer and the hardener are preferably mixed with each other in the ratio setting the 
value of the equivalent ratio (H/NCO) to 1 .01 m H/NCO g 1 .14. 

[0045] In order to improve the dehydration efficiency, a number of grooves 22 are preferably formed on the outer 
peripheral surface of the belt shown in each of Figs. 2 to 9 along the traveling direction of the belt, as shown in Fig. 
10. According to the present invention, cracking on the papermaking belt and growth of the crack can be suppressed 

30 due to the aforementioned structure, whereby cracking from the bottom edges and the top edges of the grooves 22 
can be suppressed also when the grooves 22 are formed on the outer peripheral surface of the belt. A number of blind 
holes may be provided on the outer peripheral surface of the belt in place of or along with the grooves 22. 
[0046] While only a single polyurethane layer is provided in addition to the polyurethane layer 7, 11, 13, 15, 17, 19 
or 21 forming the outer peripheral surface in each of Figs. 4 to 9, the polyurethane layer 10, 12, 14, 16, 18 or 20 other 

35 than the polyurethane layer forming the outer peripheral surface may be divided into a plurality of layers. 

[0047] While each belt has an endless shape as a whole, each individual layer may not necessarily be in the form 
of a layer. For example, a certain polyurethane layer may be present only on a part along the width of the belt. 
[0048] The reinforcing substrate 6, 8 or 9 may be embedded in any single polyurethane layer, or may extend over a 
plurality of arbitrary polyurethane layers. 

40 [0049] Each of the belts shown in Figs. 4 to 9 includes the inner polyurethane layer 10, 12, 14, 16, 18 or 20 and the 
outer polyurethane layer 11, 13, 15, 17, 1 9 or 21. 

[0050] The inner polyurethane layer 10, 12, 14, 1 6, 18 or 20 is made of a composition containing a urethane prepol- 
ymer having isocyanate groups (NCO) on ends and a hardener having active hydrogen groups (H) on ends, similarly 
to the outer polyurethane layer (the said polyurethane layer forming the outer peripheral surface) 1 1 , 1 3, 1 5, 1 7, 1 9 or 

45 21 . The urethane prepolymer is obtained by reacting poiyol and a phenylene isocyanate derivative with each other. 
[0051] The poiyol and the phenylene isocyanate derivative for obtaining the urethane prepolymer for the inner poly- 
urethane layer 10, 12, 14, 16, 18 or 20 are similar to those described with reference to the outer polyurethane layer 
(the said polyurethane layer forming the outer peripheral surface) 11, 13, 15, 17, 19 or 21 . One of or a mixture of at 
least two of poiyol, aromatic diol and aromatic diamine hardeners generally employable as hardeners for polyurethane 

50 can be employed as the hardener for the inner polyurethane layer 10, 12, 14, 16, 18 or 20. 

[0052] In the composition forming the inner polyurethane layer 10, 12, 14, 16, 18 or 20, the urethane prepolymer 
and the hardener are mixed with each other in a ratio setting the equivalent ratio (H/NCO) between the active hydrogen 
groups (H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymer to 0,85 ^ H/NCO < 1 . In the 
composition forming the inner polyurethane layer 10, 12, 14, 16, 18 or 20, the urethane prepolymer and the hardener 

55 can also be mixed with each other in a ratio setting the value of the equivalent ratio (H/NCO) to 0.85 ^ H/NCO ^ 0.99. 
[0053] In the composition forming the outer polyurethane layer 11, 13, 15, 17, 19 or 21, on the other hand, the 
urethane prepolymer and the hardener are mixed with each other in a ratio setting the value of the equivalent ratio (HI 
NCO) between the active hydrogen groups (H) of the hardener and the isocyanate groups (NCO) of the urethane 
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prepolymerto 1 < H/NCO < 1 .15. The urethane prepolymer and the hardener are preferably mixed with each other in 
a ratio setting the value of the equivalent ratio (H/NCO) to 1 .01 ^ H/NCO ^ 1.14. 

[0054] When the mixing ratio for the hardener and the urethane prepolymer is set to 0.85 ^ H/NCO < 1 for the inner 
polyurethane layer 10, 12, 14, 16, 18 or 20 and set to 1 < H/NCO < 1 .15 for the outer polyurethane layer 11, 13, 15, 
17, 19 or 21 , adhesion between the inner polyurethane layer 10, 12, 14, 16, 18 or 20 and the outer polyurethane layer 
11, 13. 15, 17, 19 or 21 is improved and delamination can be suppressed. The reason for this is conceivably because 
the equivalent ratio for the inner polyurethane layer 10, 12, 14, 16, 18 or 20 is set to 0.85 ^ H/NCO < 1 so that NCO 
groups stoichiometrically remain and these residual isocyanate groups (NCO) react with surplus active hydrogen 
groups (H) of the outer polyurethane layer 11 , 13, 15, 17, 19 or 21 having the equivalent ratio set to 1 < H/NCO < 1.15, 
to strongly adhere to and integrate with the same. When the mixing ratio of the hardener and the urethane prepolymer 
is set to 0.85 ^ H/NCO ^ 0.99 for the inner polyurethane layer 10, 12, 14, 16, 18 or 20 and to 1.01 ^ H/NCO s 1.14 
for the outer polyurethane layer, 11 , 13, 15, 17, 19 or 21 , delamination can be more preferably suppressed. 
[0055] In the belt shown in Fig. 5. the fabric base 6 is Impregnated and covered with two polyurethane layers from 
both surfaces, to be integrated therewith. The adhesive surface between the inner polyurethane layer 12 and the outer 
polyurethane layer 13 is present in the fabric base 6. Therefore, an anchor effect is attained between the fabric base 
6 and the polyurethane layers 12 and 13 in addition to the adhesion, whereby strong adhesion is attained so that the 
belt can be prevented from delamination. 

[0056] As a preferred mode of the belt shown In Fig. 5, the urethane prepolymer forming the inner polyurethane layer 

12 contains an MDI urethane prepolymer obtained by reacting polyol and diphenylmethane diisocyanate (MDI) with 
each other while the urethane prepolymer forming the outer polyurethane layer 13 contains a TDI urethane prepolymer 
obtained by reacting polyol and tolylene diisocyanate (TDI) with each other. 

[0057] The polyurethane using the MID prepolymer relatively quickly reacts and has a short hardening time. There- 
fore, the prepolymer forming the Inner polyurethane layer 12 is mainly composed of the MDI prepolymer so that the 
polyurethane layer 12 can be prevented from passing through the fabric base 6 toward the opposite surface when the 
fabric base 6 is coated with the inner polyurethane layer 12 and the position of impregnation can be stopped in the 
fabric base 6 in the stage of manufacturing the belt. On the other hand, the polyurethane using the TDI prepolymer 
relatively slowly reacts and has a long hardening time. Therefore, the prepolymer forming the outer polyurethane layer 

13 is mainly composed of the TDI prepolymer so that the outer polyurethane layer 13 can be sufficiently infiltrated into 
the position impregnated with the inner polyurethane layer 12. Thus, the adhesive surface between the inner poly- 
urethane layer 1 2 and the outer polyurethane layer 1 3 can be formed in the fabric base 6. 

[0058] In the inner polyurethane layer 12. polyol preferably occupies at least 50 wt.% of the hardener with respect 
to the MDI urethane prepolymer. In this case, the hardening time of the polyurethane can be readily adjusted for ad- 
justing the position for impregnating the fabric base 6. A polyol hardener is selected from polyether polyol and polyester 
polyol. Polyethylene glycol (PEG), polypropylene glycol (PPG), polytetramethylene glycol (PTMG) or the like can be 
listed as polyether polyol, for example. Polycaprolactone ester, polycarbonate, polyethylene adipate, polybutylene ad- 
ipate, polyhexene adipate or the like can be listed as polyester polyol. These can be individually employed or at least 
two of these can be mixed or polymerized with each other, and a modified body thereof can also be employed. The 
hardener for the inner polyurethane layer 12 may contain at least 50 wt.% of polyol, and may be mixed with one or at 
least two types of aromatic diol or aromatic diamine hardeners. 

[0059] Fig. 11 shows a more preferred mode of the belt shown in Fig. 5. The belt shown in Fig. 11 employs a fabric 
base 23 consisting of multi-woven fabric in the belt shown in Fig. 5. This fabric base 23 preferably includes a number 
of voids, in order to improve the degree of impregnation of polyurethane. When the multi-woven fabric base 23 is 
employed, the following effects can be attained in addition to the excellent strength of the fabric base 23 itself: When 
the fabric base 23 consisting of multi-woven fabric is employed, polyurethane can sufficiently infiltrate into the fabric 
base 23 for forming an adhesive surface between an inner polyurethane layer 24 and an outer polyurethane layer 25 
in the fabric base 23. Further, a sufficient anchor effect can be attained between the polyurethane layers 24 and 25 
and the fabric base 23. Therefore, strong adhesion is attained between the inner polyurethane layer 24 and the outer 
polyurethane layer 25, for preventing the belt from delamination. Quadruple layer weaving, triple layer weaving or the 
like can be listed as exemplary multi-weaving. Polyurethane used for the belt shown in Fig. 11 is similar to that shown 
in Fig. 5. On the outer peripheral surface of the belt shown in Fig. 11, a number of grooves 26 are formed along the 
traveling direction in order to improve dehydration efficiency. 

[0060] In each of the belts shown in Figs. 4 to 9 and 11, the outer polyurethane layer 11, 13, 15, 17, 19, 21 or 25 
adheres to the outer peripheral su rface of the inner polyurethane layer 1 0 , 1 2, 1 4, 1 6, 1 8, 20 or 24, and forms the outer 
peripheral surface of the papermaking belt. In this belt, the outer polyurethane layer 11, 13, 15, 17, 19, 21 or 25 is 
preferably made of a composition containing a urethane prepolymer having isocyanate groups on ends and a hardener 
mainly composed of dimethylthiotoluenediamine as described above. When the hardener for the outer polyurethane 
layer 11, 13, 15, 17, 19. 21 or 25 including the outer peripheral surface is mainly composed of dimethylthiotoluenedi- 
amine, the outer peripheral surface of the belt can be inhibited from cracking as described above. 
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[0061] In each of the belts shown in Figs. 4 to 9 and 11 , as hereinabove described, the urethane prepolymer and 
the hardener are mixed with each other in the ratio setting the value of the equivalent ratio (H/NCO) between the active 
hydrogen groups (H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymer to 1 < H/NCO < 
1.1 5 in the composition forming the outer polyurethane layer 11, 13, 15, 17, 19, 21 or. 25 including the outer peripheral 

5 surface. Even if a small crack occurs in the polyurethane layer 11 , 13, 15, 17, 19. 21 or 25 forming the outer peripheral 
surface of the belt, therefore, the crack can be inhibited from growing into a large crack. Even if a small crack occurs, 
the crack can be more accurately prevented from growing into a large crack when the urethane prepolymer and the 
hardener are mixed with each other in a ratio setting the value of the equivalent ratio (H/NCO) to 1 .01 g H/NCO < 1.14. 
[0062] Fig. 1 2 shows another embodiment. In a belt shown in Fig. 12, a fabric base consisting of multi-woven fabric 

10 is impregnated and covered with an inner polyurethane layer 27 and an outer polyurethane layer 2B from both surfaces, 
and the outer polyurethane layer 28 is further covered and integrated with a polyurethane layer 29 forming an outer 
peripheral surface. The adhesive surface between the inner polyurethane layer 27 and the outer polyurethane layer 
28 is present in the fabric base 23. One or a plurality of polyurethane layers may further be formed between the outer 
polyurethane layer 28 and the polyurethane layer 29 forming the outer peripheral surface. In the example shown in 

15 Fig. 12, the position of the interface between the outer polyurethane layer 28 and the polyurethane layer 29 forming 
the outer peripheral surface is flush with the su rface of the fabric base 23. However the position of the interface between 
the outer polyurethane layer 28 and the polyurethane layer 29 forming the outer peripheral surface is not restricted to 
this but may vertically deviate from the surface of the fabric base 23. Also on the outer peripheral surface of the belt 
shown in Fig. 1 2, a number of grooves 26 are formed along the traveling direction for improving dehydration efficiency. 

20 [0063] In the belt shown in Fig. 12, the polyurethane layer 29 forming the outer peripheral surface is made of a 
composition containing a urethane prepolymer having isocyanate groups on ends and a hardener mainly composed 
of dimethylthiotoluenediamine. Also in this example, the outer peripheral surface of the belt can be inhibited from 
cracking by preparing the main component of the hardener for the polyurethane layer 29 forming the outer peripheral 
surface from dimethylthiotoluenediamine, as hereinabove described. 

25 [0064] In the belt shown in Fig. 12, the polyurethane layer 29 forming the outer peripheral surface is preferably 
prepared by mixing the urethane prepolymer and the hardener with each other in the ratio setting the value of the 
equivalent ratio (H/NCO) between the active hydrogen groups (H) of the hardener and the isocyanate groups (NCO) 
of the urethane prepolymer to 1 < H/NCO < 1 .15. Even if a small crack occurs in the polyurethane layer 29 forming 
the outer peripheral surface of the belt, the crack can be inhibited from growing into a large crack due to this structure. 

30 The urethane prepolymer and the hardener are more preferably mixed with each other in a ratio setting the value of 
the equivalent ratio (H/NCO) to 1.01 ^ H/NCO ^ 1.14. 

[0065] The belt shown in Fig. 12 can be provided as a belt containing no bubbles causing breakage or delamination 
due to the presence of the outer polyurethane layer 28 between the inner polyurethane layer 27 and the polyurethane 
layer 29 forming the outer peripheral surface. 

35 [0066] In order to manufacture the belt, the fabric base 23 is first turned inside out. The surface defining the back 
surface of the fabric base 23 is coated with the inner polyurethane layer 27 for infiltrating polyurethane into an inter- 
mediate portion of the fabric base 23. Then, the fabric base 23 is reversed and coated with the outer polyurethane 
layer 28 to fill up the remaining portion of the fabric base 23 from the surface. The outer polyurethane layer 28 is further 
coated with the polyurethane layer 29 forming the outer peripheral surface. Thus, air remaining in the fabric base 23 

40 can be expelled when the same is coated with the outer polyurethane layer 28. Therefore, a belt containing no bubbles 
can be obtained. 

[0067] In the belt shown in Fig. 12, the outer polyurethane layer 28 may be made of the same composition as the 
inner polyurethane layer 27 or the polyurethane layer 29 forming the outer peripheral surface, or may be made of 
another composition. 

45 [0068] While the example shown in Fig. 12 includes three polyurethane layers, i.e., the inner polyurethane layer 27, 
the outer polyurethane layer 28 and the polyurethane layer 29 forming the outer peripheral surface, the number of such 
polyurethane layers may be only one, two or at least four. When the outer polyurethane layer 28 is divided into a 
plurality of thin layers for coating the fabric base 23. for example, air contained in the fabric base 23 can be more 
effectively expelled. The fabric base 23 can also be coated with the inner polyurethane layer 27 a plurality of times. 

so [0069] Throughout the present invention, polyurethane is preferably hardened at a temperature of 1 20°C to 140°C. 
Thus, crack resistance as well as crack propagation resistance of the belt are improved. 

[0070] A method of manufacturing the belt shown in Fig. 11 is now described. As a first step, the fabric base 23 
consisting of endless multi-woven fabric is turned inside out. The surface defining the back surface of the fabric base 
is coated with the inner polyurethane layer 24 for Infiltrating polyurethane into an intermediate portion of the fabric base 
55 23. This polyurethane is a liquid mixture, containing a urethane prepolymer having isocyanate groups on ends and a 
hardener having active hydrogen groups on ends, prepared by mixing the urethane prepolymer and the hardener with 
each other in a ratio setting the value of the equivalent ratio (H/NCO) between the active hydrogen groups (H) of the 
hardener and the isocyanate groups (NCO) of the urethane prepolymer to 0.85 m H/NCO < 1. The liquid mixture is 
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preferably prepared by mixing the urethane prepolymer and the hardener with each other in a ratio setting the value 
of the equivalent ratio (H/NCO) to 0.85 ^ H/NCO ^ 0.99. The polyurethane forming the coat is hardened at a temper- 
ature of 70°Cto 100°C. 

[0071] Then, the fabric base 23 is reversed and coated with the outer polyurethane layer 25 from the surface side 
to fill up the remaining portion of the fabric base 23 as a second step. This polyurethane is a liquid mixture, containing 
a urethane prepolymer having isocyanate groups on ends and a hardener having active hydrogen groups on ends, 
prepared by mixing the urethane prepolymer and the hardener with each other in a ratio setting the value of the equiv- 
alent ratio (H/NCO) between the active hydrogen groups (H) of the hardener and the isocyanate groups (NCO) of the 
urethane prepolymer to 1 < H/NCO < 1 .15. The liquid mixture is preferably prepared by mixing the urethane prepolymer 
and the hardener with each other in a ratio setting the value of the equivalent ratio (H/NCO) to t .01 ^ H/NCO ^ 1 .14. 
[0072] Then, the whole is heated to a temperature of 120°C to 140°C for hardening the liquid mixture applied onto 
the outer peripheral surface of the inner polyurethane layer 24 and forming the outer polyurethane layer 25 while 
bonding and Integrating the inner polyurethane layer 24 and the outer polyurethane layer 25 to and with each other as 
a third step. 

[0073] The belt shown in Fig. 11 can be obtained by thereafter forming the number of grooves 26 on the outer 
peripheral surface of the belt along the traveling direction. 

[0074] According to this method, polyurethane having the composition of 0.85 ^ H/NCO < 1 stoichiometrically con- 
taining remaining NCO groups is semi-hardened at the relatively low temperature of 70°C to 1 00°C in the first step. In 
the second step, the semi-hardened inner polyurethane layer 24 is coated with the outer polyurethane layer 25 having 
the composition of 1 < H/NCO < 1.15 containing the hardener in a large quantity. Then, the whole is heated to the 
relatively high temperature of 120°C to 140°C and hardened in the third step. Therefore, the adhesion between the 
inner polyurethane layer 24 and the outer polyurethane layer 25 is improved so that delamination can be suppressed. 
[0075] The fabric base 23 consisting of multi-woven fabric forms the reinforcing substrate, whereby the adhesive 
surface between the inner polyurethane layer 24 and the outer polyurethane layer 25 can be readily located in the 
fabric base 23, In addition to the adhesion, an anchor effect can be attained between the fabric base 23 and the 
polyurethane layers 24 and 25 due to the adhesive surface located in the fabric base 23. Therefore, strong adhesion 
can be attained and the belt can be prevented from delamination. 

[0076] When employing an open weave fabric base capable of sufficiently passing liquid polyurethane therethrough 
or the yarns 8 and 9 shown in Fig. 8 for the reinforcing substrate in place of the multi-woven fabric base 23 as a 
modification of the aforementioned manufacturing method, the belt can be manufactured as follows: Describing the 
manufacturing method with reference to the belt shown in Fig. 8, a mandrel is coated with a liquid mixture containing 
a urethane prepolymer having isocyanate groups on ends and a hardener having active hydrogen groups on ends 
prepared by mixing the urethane prepolymer and the hardener with each other in a ratio setting the value of the equiv- 
alent ratio (H/NCO) between the active hydrogen groups (H) of the hardener and the isocyanate groups (NCO) of the 
urethane prepolymer to 0.85 ^ H/NCO < 1 and the liquid mixture is hardened at a temperature of 70°C to 100°C for 
forming the inner polyurethane layer 18. The urethane prepolymer and the hardener are more preferably mixed with 
each other in a ratio setting the value of the equivalent ratio (H/NCO) to 0.85 ^ H/NCO S 0.99. Then, the yarn 9 in 
the CMD and the yarn 8 in the MD are wound on the outer peripheral surface of the inner polyurethane layer as 
reinforcing substrates. As a second step, the reinforcing substrates 8 and 9 are coated with a liquid mixture containing 
a urethane prepolymer having isocyanate groups on ends and a hardener having active hydrogen groups on ends, 
prepared by mixing the urethane prepolymer and the hardener with each other in a ratio setting the value of the equiv- 
alent ratio (H/NCO) between the active hydrogen groups (H) of the hardener and the isocyanate groups (NCO) of the 
urethane prepolymer to 1 < H/NCO < 1.15. The liquid mixture is more preferably prepared by mixing the urethane 
prepolymer and the hardener with each other in a ratio setting the value of the equivalent ratio (H/NCO) to 1 .01 ^ H/ 
NCO ^ 1.14. Then, the whole is heated to a temperature of 120°C to 140°C for hardening the liquid mixture applied 
onto the outer peripheral surface of the inner polyurethane layer 1 8 and forming the outer polyurethane layer 1 9 while 
bonding and integrating the inner polyurethane layer 18 and the outer polyurethane layer 19 to and with each other as 
a third step. 

[0077] In order to manufacture the belt shown in Fig. 12, a step of further coating the outer polyurethane layer 28 
with the polyurethane layer 29 forming the outer peripheral surface may be added between the second and third steps 
in the aforementioned method of manufacturing the belt shown in Fig. 11 . 

[0078] While the above description has been made with reference to a belt for shoe pressing, the present invention 
is also applicable to a calender belt and a sheet transfer belt. The calender belt and the sheet transfer belt are not 
formed with grooves on the surfaces thereof In general. Example 

[0079] As Example, the papermaking belt shown in Fig. 12 was manufactured in the following procedure: An endless 
fabric base 23 consisting of quadruple layer woven fabric was prepared as the reinforcing substrate. This fabric base 
was 2.3 mm in thickness, and contained voids. As to the structure of the fabric base, warps of the MD consisted of 
four layers of polyester monofilaments 30 of 0.35 mm in diameter, polyester multifilaments 31 of 3000d, polyester 
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monofilaments 32 of 0.35 mm in diameter and nylon monofilaments 33 of 0.35 mm in diameter successively from the 
surface side and wefts of the CMD consisted of polyester monofilaments 34 of 0.40 mm in diameter, as shown in Fig. 
13. The number of the warps was 68/lnch, and the number of the wefts was 56/lnch. 

[0080] As the material for the inner polyurethane layer 27, 100 parts by weight of a urethane prepolymer (PTMG/ 
5 MDI: NCO % = 5 %) and 27.4 parts by weight of a hardener (prepared by blending PTMG and ETHACURE 300 in a 

ratio of 65/35: equivalent = 250) were individually defoamed and thereafter mixed with each other (H/NCO = 0.92). 

The term NCO % stands for the weight percentage of the isocyanate groups contained in the urethane prepolymer. 

The surface of the fabric base 23 turned inside out was coated with this mixture, which In turn was heated under a 

temperature condition of 80°C for 10 hours. The fabric base 23 was impregnated with the inner polyurethane layer 27 
w up to 50 % of the thickness. 

[0081 ] Then, the polyurethane layer 27 coating the fabric base 23 was cut and ground so that the thickness from the 

surface of the fabric base 23 was 1 .0 mm. Thereafter the fabric base 23 was reversed to direct the coated surface 

inward. 

[0082] Then, 100 parts by weight of a urethane prepolymer (PTMG/TDl: NCO % = 5 %) and 13.8 parts by weight of 
is a hardener (ETHACURE 300: equivalent = 1 07) were individually defoamed and thereafter mixed with each other as 
the material for forming the outer polyurethane layer 28, for coating the other surface of the fabric base 23 with this 
mixture while impregnating the same with the mixture up to the surface impregnated with the inner polyurethane layer 
27. The coated surface was smoothed with a doctor blade to be substantially flush with the position of the surface of 
the fabric base 23. 

20 [0083] Further, the outer polyurethane layer 28 was coated with the same material as the said outer polyurethane 
layer 28 as the polyurethane layer 29 forming the outer peripheral surface. Thereafter heating was performed under 
a temperature condition of 120°C for 16 hours for bonding and integrating the inner polyurethane layer 27, the outer 
polyurethane layer 28, the polyurethane layer 29 forming the outer peripheral surface and the fabric base 23 to and 
with each other. 

25 [0084] Further, the surface of the belt was cut and ground so that the thickness of the polyurethane layer 29 forming 
the outer peripheral surface was 1 .5 mm. In addition, a number of grooves 26 were formed on the outer surface of the 
belt along the traveling direction at a groove width of 0.8 mm, a depth of 0.8 mm and a pitch of 2.54 mm. The total 
thickness and the JIS-A surface hardness of the obtained belt were 4.8 mm and 90° respectively. 
[0085] Then, samples 1 to 6 each having a structure shown in Fig. 14 were prepared as follows: A fabric base 23 

30 consisting of quadruple layer woven fabric identical to that employed for the aforementioned fabric base was p repared 
as the reinforcing substrate. As a polyurethane layer 35 forming an inner surface, 100 parts by weight of a urethane 
prepolymer (PTMG/MDI: NCO % = 5 %) and 27,4 parts by weight of a hardener (obtained by blending PTMG and 
ETHACU RE 300 in a ratio of 65/35: equivalent = 250) were individually defoamed and thereafter mixed with each other 
(H/NCO = 0.92). The back surface of the fabric base 23 was coated with this mixture, which in turn was heated under 

35 a temperature condition of 80°C for 10 hours. The fabric base 23 was impregnated with the polyurethane layer 35 
forming the inner surface up to 50 % of the thickness. Then, the polyurethane layer 35 coating the fabric base 23 was 
cut and ground so that the thickness from the surface of the fabric base 23 was 1 .0 mm. 

[0086] Then, urethane prepolymers HIPRENE L-100 and HIPRENE L-167 (each PTMG/TDI prepolymer: by Mitsui 
Chemicals) and hardeners ETHACURE 300 and MOCA were used as the materials for a polyurethane layer 36 forming 
40 an outer surface. Each urethane prepolymer and each hardener were individually defoamed and thereafter mixed with 
each other in each composition shown in Table 1 , and the fabric base 23 was impregnated and coated with the mixture 
up to the surface impregnated with the polyurethane layer 35 forming the inner surface from a surface defining the 
outer surface of the fabric base 23. 

[0087] Thereafter heating was performed under a temperature condition of 120°C for 16 hours, for bonding and 
4 5 integrating the polyurethane layer 35 forming the inner surface, the polyurethane layer 36 forming the outer surface 
and the fabric base 23 to and with each other. Further, the surface of the belt was cut and ground so that the thickness 
of the polyurethane layer 36 forming the outer surface from the surface of the fabric base 23 was 1 .5 mm, for obtaining 
each of the samples 1 to 6. 

[0088] A test piece of 20 mm In width and 420 mm in length was obtained from each of the samples 1 to 6. As shown 
50 jn Fig. 15, both longitudinal ends of each test piece 37 were gripped with gripping members 38 for bringing a metal 
round bar 39 of 25 mm in diameter having a smooth surface into contact with the inner side of an intermediate portion 
and applying tension T. The tension T was set to 9.8 kN/m. The test piece 37 was repetitively reciprocated with a width 
of 1 0 cm while keeping the tension T and supplying lubricating oil between the inner surface of the test piece 37 and 
the round bar 39 from a nozzle 40. According to this method, sliding was repeated between the inner surface and the 
55 round bar 39 while applying the tension T to the test piece 37. The number of times of reciprocation up to cracking on 
the surface of the test piece 37 was measured as an endurance limit. Table 1 and Fig. 16 show the results. Table 1 
also shows the hardness of each of the samples 1 to 6. Referring to Table 1 , the quantity of the hardener indicates the 
number of parts by weight of the hardener with respect to 100 parts by weight of the prepolymer. 
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[0089] Each of samples 7 to 30 was prepared as follows: The reinforcing substrate 23 and the polyurethane layer 
35 forming the inner surface were similar to those of the aforementioned samples 1 to 6. As to the materials for the 
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polyurethane layer 36 forming the outer surface, L-100 and L-167 were used as the urethane prepolymers and 
ETHACURE 300 was used as the hardener. Each urethane prepolymer and the hardener were individually defoamed 
and thereafter mixed with each other In each composition varying In H/NCO equivalent ratio as shown In Table 2, and 
the surface forming the outer side of the fabric base 23 was impregnated and coated with this mixture up to the surface 
impregnated with the polyurethane layer 35 forming the inner surface. 

[0090] Thereafter heating was performed under a temperature condition of 120°C for 16 hours, for bonding and 
integrating the polyurethane layer 35 forming the inner surface, the polyurethane layer 36 forming the outer surface 
and the fabric base 23 to and with each other. Further, the surface of the belt was cut and ground so that the thickness 
of the polyurethane layer 36 forming the outer surface from the surface of the fabric base 23 was 1 .5 mm, for obtaining 
each of the samples 7 to 30. 

[0091 ] As to each of the samples 7 to 30, crack propagation resistance was tested with a de Mattia machine defined 
in JIS K6260 under the following conditions: The test piece was set to 20 mm in width and 150 mm in length. Recip- 
rocating motion was made at a maximum distance of 80.5 mm. a minimum distance of 38.5 mm and a motion distance 
of 42.0mm. A notch was formed on the outer surface of an end of the test piece in the width direction at the longitudinal 
center with a length of 3 mm and a depth of 1 .5 mm. The test piece was bent 1 000 times under these conditions, for 
thereafter measuring the magnitude of cracking. Table 2 shows the results in the item of crack propagation length. 
Further, each of the samples 7 to 30 was reciprocated million times with a tester shown in Fig. 15, for visually confirming 
whether or not the test piece was cracked. Table 2 shows the results In the item of presence/absence of cracking. 
Referring to Table 2, the quantity of the hardener indicates the number of parts by weight of the hardener with respect 
to 1 00 parts by weight of the prepolymer. 
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[0092] As understood from Table 2, it was possible to suppress the crack propagation length to less than 1 mm in 
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each sample having the equivalent ratio (H/NCO) in the polyurethane layer forming the outer surface greater than 1 . 
The crack propagation length can be suppressed as the equivalent ratio (H/NCO) Is increased. When the equivalent 
ratio (H/NCO) was increased to 1 .15, however, cracking was observed in the million-reciprocation test. 
[0093] Then , the equivalent ratio (H/NCO) in the polyurethane layer forming the inner surface was varied for preparing 
each of samples 31 to 36 having the structure shown in Fig. 14 as follows: The reinforcing substrate 23 was identical 
to those of the samples 1 to 30. The polyurethane layer 36 forming the outer surface was prepared by employing L- 
1 67 as the urethane prepolymer and ETHACURE 300 as the hardener in the same mixing ratio as the aforementioned 
sample 27. As to the polyurethane layer 35 forming the inner surface, the same materials as those employed for the 
aforementioned sample 27, i.e., the urethane prepolymer (PTMG/MDI: NCO % = 5 %) and the hardener (prepared by 
mixing PTMG and ETHACURE 300 in the ratio of 65/35: equivalent = 250) were employed. However, the mixing ratio 
of the urethane prepolymer and the hardener for the polyurethane layer 35 forming the inner surface was varied for 
preparing the samples 31 to 36. The remaining manufacturing conditions and the thicknesses of the respective layers 
were set identically to the samples 1 to 30. 

[0094] A test piece of 20 mm in width and 420 mm in length was prepared from each of the samples 31 to 36, and 
subjected to a durability test with the tester shown in Fig. 15 similarly to the samples 1 to 6. Evaluation was made by 
confirming a state after reciprocation for 2.5 million times as to each sample. Table 3 shows the results. Referring to 
Table 3, the prepolymers and the hardeners are shown in parts by weight. 
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[0095] When the equivalent ratio H/NCO in the polyurethane layer forming the inner surface was less than 0.85, the 
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strength of the polyurethane layer forming the inner surface was reduced to result in small cracks. When the equivalent 
ratio H/NCO in the polyurethane layer forming the inner surface exceeded 1, delamination was caused. 
[0096] The equivalent ratio H/NCO In the polyurethane layer forming the outer surface Is preferably set to 1 < H/ 
NCO < 1.15. According to each of the samples 7 to 30 shown in Table 2, cracking readily spreads if the equivalent 
ratio H/NCO in the polyurethane layer forming the outer surface is not more than 1 , while cracking readily occurs if the 
equivalent ratio is in excess of 1 .15. 

[0097] The embodiment and Example disclosed this time must be considered illustrative in all points and not restric- 
tive. The scope of the present invention Is shown not by the above description but by the scope of claim for patent, 
and it is intended that all modifications in the meaning and range equivalent to the scope of claim for patent are included. 

Industrial Applicability 

[0098] The papemnaking belt according to the present invention, having the polyurethane layer forming the outer 
peripheral surface made of the composition containing the urethane prepolymer having isocyanate groups on ends 
and the hardener containing dimethylthiotoluenediamine, can prevent cracking. Further, the papermaking belt accord- 
ing to the present invention, having the polyurethane layer forming the outer peripheral surface made of the composition 
containing the urethane prepolymer having isocyanate groups on ends and the hardener having active hydrogen groups 
on ends with the said composition prepared by mixing the said urethane prepolymer and the said hardener with each 
other in the ratio setting the value of the equivalent ratio (H/NCO) between the active hydrogen groups (H) of the said 
hardener and the isocyanate groups (NCO) of the said urethane prepolymer to 1 < H/NCO < 1 .15, whereby, even if a 
crack occurs in the papermaking belt, this crack can be inhibited from growing. In the papermaking belt according to 
the present invention, the composition forming the inner polyurethane layer is prepared by mixing the urethane pre- 
polymer and the hardener with each other in the ratio setting the equivalent ratio (H/NCO) between the active hydrogen 
groups (H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymer to 0.85 < H/NCO < 1 and 
the composition forming the outer polyurethane layer is prepared by mixing the urethane prepolymer and the hardener 
with each other in the ratio setting the value of the equivalent ratio (H/NCO) to 1 < H/NCO < 1 .1 5, whereby delamination 
can be suppressed between the reinforcing substrate and the polyurethane layers. 



Claims 

1 . A papermaking belt comprising a reinforcing substrate embedded in a thermosetting polyurethane layer and having 
an outer peripheral surface and an inner peripheral surface formed by said thermosetting polyurethane layer, 
wherein 

a polyurethane layer forming said outer peripheral surface is made of a composition containing a urethane 
prepolymer having isocyanate groups on ends and a hardener containing dimethylthiotoluenediamine. 

2. The papermaking belt according to claim 1 , wherein said urethane prepolymer and said hardener are mixed with 
each other In a ratio setting the value of the equivalent ratio (H/NCO) between active hydrogen of said hardener 
and the isocyanate groups (NCO) of said urethane prepolymer to 1 < H/NCO < 1.15. 

3. A papermaking belt comprising a reinforcing substrate embedded in a thermosetting polyurethane layer and having 
an outer peripheral surface and an inner peripheral surface formed by said thermosetting polyurethane layer, 
wherein 

a polyurethane layer forming said outer peripheral surface is made of a composition containing a urethane 
prepolymer having isocyanate groups on ends and a hardener having active hydrogen groups on ends, and 

said urethane prepolymer and said hardener are mixed with each other in a ratio setting the value of the 
equivalent ratio (H/NCO) between the active hydrogen groups (H) of said hardener and the isocyanate groups 
(NCO) of said urethane prepolymer to 1 < H/NCO < 1.15. 

4. A papermaking belt comprising a reinforcing substrate embedded in a thermosetting polyurethane layer, said ther- 
mosetting polyurethane layer including an inner polyurethane layer and an outer polyurethane layer adhering to 
the outer peripheral surface of said inner polyurethane layer, wherein 

each of said inner polyurethane layer and said outer polyurethane layer is made of a composition containing 
a urethane prepolymer having isocyanate groups on ends and a hardener having active hydrogen groups on ends, 

the composition forming said inner polyurethane layer is prepared by mixing the urethane prepolymer and 
the hardener with each other in a ratio setting the equivalent ratio (H/NCO) between the active hydrogen groups 
(H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymer to 0.85 ^ H/NCO < 1 , and 
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the composition forming said outer polyurethane layer is prepared by mixing the urethane prepolymer and 
the hardener with each other in a ratio setting the value of said equivalent ratio (H/NCO)to 1 < H/NCO < 1.15. 

. The papermaking belt according to claim 4, wherein the adhesive surface between said inner polyurethane layer 
and said outer polyurethane layer is present in said reinforcing substrate, 

the urethane prepolymer forming said inner polyurethane layer contains a urethane prepolymer obtained by 
reacting polyol and diphenyl methane diisocyanate (MDI) with each other, and 

the urethane prepolymer forming said outer polyurethane layer contains a urethane prepolymer obtained by 
reacting polyol and tolylene diisocyanate (TDI) with each other. 

. The papermaking belt according to claim 5, wherein at least 50 wt.% of the hardener forming said inner poly- 
urethane layer is polyol. 

. The papermaking belt according to claim 5 or 6, wherein said reinforcing substrate contains multi-woven fabric. 

. The papermaking belt according to any of claims 4 to 6, wherein said outer polyurethane layer adheres to the outer 
peripheral surface of said inner polyurethane layer and forms the outer peripheral surface of the papermaking belt, 
and 

is made of a composition containing a urethane prepolymer having isocyanate groups on ends and a hardener 
containing dimethylthiotoluenediamine. 

. The papermaking belt according to any of claims 4 to 6, wherein said thermosetting polyurethane layer includes 
an Inner polyurethane layer, an outer polyurethane layer adhering to the outer peripheral surface of said Inner 
polyurethane layer and a polyurethane layer located on the outer side of said outer polyurethane layer for forming 
the outer peripheral surface of the papermaking belt, and 

said polyurethane layer forming the outer peripheral surface is made of a composition containing a urethane 
prepolymer having isocyanate groups on ends and a hardener containing dimethylthiotoluenediamine. 

0. The papermaking belt according to claim 9, wherein the composition of said polyurethane layer forming the outer 
peripheral surface is prepared by mixing said urethane prepolymer and said hardener with each other in a ratio 
setting the value of the equivalent ratio (H/NCO) between the active hydrogen groups (H) of said hardener and 
the isocyanate groups (NCO) of said urethane prepolymer to 1 < H/NCO < 1 .15. 

1 . The papermaking belt according to any of claims 1 to 6, wherein said polyurethane layer is hardened at a temper- 
ature of 120°C to 140°C. 

2. The papermaking belt according to any of claims 1 to 6, provided with grooves on the outer peripheral surface. 

3. A method of manufacturing a papermaking belt including an inner polyurethane layer and an outer polyurethane 
layer adhering to the outer peripheral surface of said inner polyurethane layer by embedding a reinforcing substrate 
in a thermosetting polyurethane layer thereby integrating said reinforcing substrate and said thermosetting poly- 
urethane layer with each other, including: 

a first step of hardening a liquid mixture, containing a urethane prepolymer having isocyanate groups on ends 
and a hardener having active hydrogen groups on ends, prepared by mixing the urethane prepolymer and the 
hardener with each other in a ratio setting the value of the equivalent ratio (H/NCO) between the active hy- 
drogen groups (H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymer to 0.85 ^ 
H/NCO < 1 at a temperature of 70°C to 100°C for forming said inner polyurethane layer; 
a second step of applying a liquid mixture, containing a urethane prepolymer having Isocyanate groups on 
ends and a hardener having active hydrogen groups on ends, prepared by mixing the urethane prepolymer 
and the hardener with each other in a ratio setting the value of the equivalent ratio (H/NCO) between the active 
hydrogen groups (H) of the hardener and the isocyanate groups (NCO) of the urethane prepolymer to 1 < H/ 
NCO < 1.15 onto the outer peripheral surface of said inner polyurethane layer; and 

a third step of heating the whole to a temperature of 120°C to 140°C for hardening the liquid mixture applied 
onto the outer peripheral surface of the inner polyurethane layer and forming the outer polyurethane layer 
while bonding and integrating the inner polyurethane layer and the outer polyurethane layer to and with each 
other. 
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14. The method of manufacturing a papermaking belt according to claim 13, wherein said reinforcing substrate is 
impregnated with said inner polyurethane layer from one surface side of said reinforcing substrate to an interme- 
diate portion of the thickness of said reinforcing substrate, and 

said reinforcing substrate is impregnated with said outer polyurethane layer from the other surface side of 
said reinforcing substrate to the position where said reinforcing substrate is impregnated with said inner poly- 
urethane layer. 

1 5. The method of manufacturing a papermaking belt according to claim 1 4, wherein said reinforcing substrate contains 
multi-woven fabric. 

16. The method of manufacturing a papermaking belt according to claim 1 3, including a step of winding said reinforcing 
substrate on the outer peripheral surface of said inner polyurethane layer before or after hardening said inner 
polyurethane layer. 
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